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GSK MDC-500P Fully Digital
High—End Welding Machine
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Product Arc wolding machines
FULL-DIGIT CONTROLLABLE
CONTRAVARIANT MIGIMAG ARC
WELDING POWER
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2HFEFHNEEMIG/ MAGITERR

Full Digital Control Contravariant MIG/MAG Arc Welding Power

GSKMDC-500P2#FSinEMN

GSKMDC-500P Full Digital High—End Welding Machine
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P Physical Property Analysis and
Testing for Additive Specimens
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GSK MDC-500P
SHFSIREN
GSKMDC-500P Fully Digital
High—End Welding Machine
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CE Certification
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Grade 1 Performance Testing
and Certification Report
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Invention Patent for a Differential Composite Wire
Feeding Control Method, Apparatus, Computer
Device, and Storage Medium

— AR ST LR
4 =B —ME RIEREMBING TAHEEF
B T RS — M EEBREEIIN T RIET TRHEEF
o —MESEEEMNXE. NEURSKFRIEE SAHEER
Utility Model Patent for a Heat Exchanger

Utility Model Patent for a Quick—Detachable Motor Housing

Utility Model Patent for a Casing with a Heat Dissipation Structure
and a Welding Machine

Utility Model Patent for a Bracket with a Conduit Structure, a Csing,
and a Gas—Shielded Welding Torch

SMEML (MDCO02) 4MEFI

Fi#E (MDC-HCO02) 4MRER

JMEER (MDC-500P) JMREF

E2H, (MDC-WF02) $MREF

~ D W BeezEE (MDC-WRB02) SMIEF]

e B R BFERENNEZBERRRE IMNIEF
BRI ENEE (MDC-WT02 ) JMRER
Design Patent for an Arc Welding Machine (MDCO02)

p C g W

S A RTEF 9 LR FE S

rmIEIRS

BBERZAS]

GSKCNC EQUIPMENT CO.. LTD.

Design Patent for a Trolley (MDC-HC02)

Design Patent for Arc Welding Power (MDC-500P)

Design Patent for a Wire Feeder (MDC-WF02)

Design Patent for a Welding Wire Mounting Box (MDC-WRB02)

Design Patent for the System Graphical User Interface of a Smart
Welding Machine

Design Patent for a Liquid Cooling Unit (MDC-WTO02)
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Address: No. 22, Guanda Road, Huangpu District,

Guangzhou, China, 510530

fHEEME (Sales Hotline):

020-82221187

f&E(Fax): 020-81994083
it (Website): www.gsk.com.cn
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Service Account
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WeChat Channels

gzgsk.1688.com
Alibaba Flagship Store
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Beautiful shaping / Low splash / Easyoperation / Safety & energy conservation / Close cooperation with GSK welding robot
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MAGIC WELDING MAGIC ADDITIVE

GSK MDC-500P
ZHF i

GSK MDC-500P

Full Digital High—end Welding Machine

JEHELIA

Overview

KARMEFAELBEF XM, BEOERFX
SNERFHIX128kHZz AR MNFRINEIDMNAEES .
HXMDCIEETZ (i) LIIRFITIELE
ARIEARIEENFIEBHL, EHEXLRFEBTHAS
SMAYIX 22 F0 B EDAE .
RKAFPGA+DSPXWiziEH], sEBSLME I
FUEREZEBERREES, S LERELRAFLN
MDCHERERIZZ . BKiR . WBKiR AR BiFEF Bk
EEFSMERIZ.

It is used the silicon carbide as the main circuit switch
components and up to 128kHz of the output circuit
switch frequency, and it owns excellent ability of
dynamic response as well. It is studied the dedicated
servo drives and motors for wiring based upon the
MDC welding technology (Wire—pulling); so that the
wiring system can be performed high frequency wiring
and retracting motions. It is adopted with the
FPGA+DSP dual-core control, which can be carried
out the complicated digitization welding current wave-—
form control and achieved the welding technologies
such as the MDC DC wire—pulling, pulse, dual-pulse
and DC and pulse compound etc. based upon the
above—mentioned wire—feeding system. It is the Top
welding velocity in the word.

o

(
)
(
)
G
)
(
%
)
¢

»

22

Advantage
R MR ELRE

World—class Welding Speed

HE—RAEERE
World —class Welding Quality

MECEREIRESTE
Personalized Smart Seam Management

BEER LTS

Highly integrated remote management

SHHEIET BRI
Multiple Minimally Invasive Cold Welding
Power—saving Modes

0. 1mMmMIB4ENITEIMFEE

0.1mm Weld Trajectory Reproduction Accuracy

BT =

Features

8 iR
8 Inch Touch Screen
BRI EPRIXRERT

Simple and easy to operate, can be operated with gloves,
Chinese and English operation interface.

ELlESSZN
Pioneer Of Dust—Proof Technology
MIMRE, REFGE, MR

Isolation between internal and external, extreme
dustproof, ten years used as a new.

=EBRR
Cloud Management System
BXMLIis B EIE MEEEEES RRHER

Networking for device management,based on the library
management and system maintenance.

MDCIE#ETZ
MDC Welding Process
0.3mmitBERE C K= IRIE

0.3mm ultra—thin plate with low splash and high velocity
welding.
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Park 3: Robotindustrial Park

HizInaEMiAsLIe = Testing laboratory with CNC function

SMTIEZTHMEZEE  Chipping workshop of SMT precision element

Eicmalog
XFEAN

About Us

Famiraa
Technology Introduction

EAHNER I TNRE

Upper computer software functions

MEIRBRIZHE R

MDC Welding Technology Features
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BiETZ
Welding Technology
BN
Welding Applications

MBS H

Specification Parameters

GSK #izIRHTT

GSK CNC Magic welding Unit

IINEIERERRAR (&R JMEIE. GSK) M F1991F, HE
IRECNL . BEelHH. SRelEBREYS, MARRKSHEAREL, F
AEREWRAREANRESRERERREDERME, RENDERS
izl Bt

FHEESPENARTIETIWHSEEREM . PENIAFWEXER
BERHM., PERGTUHSKBEREMN. PENMKSSESE
7. PENBESHESHERANSESERM. MRRRKRERRZHE
aii%i HEERREWRARPC, BEERATFL. TEEAR
REFL. TEXBE, ATHEEGRRNEFRENIZRE, HEN
%Mﬁ%?ﬁ%?ﬁﬁﬁﬁ?% B AETENERRS M
BARIRARIRSEBA, LA “WEakEs, ILAPEHE" NRSE®, €5
. ZEX. BZSRNRSEELSXNFR, RIEAFEERERE
FIREE. IS, BRARIMAL

GSK CNC Equipment co., Ltd. (hereinafter referred to as: GSK) was established
in 1991, which becomes a National high-tech enterprise after undergoing the hard
work, diligent innovation andrestarting with intelligent creation. As a provider of
complete intelligent equipment solutions with mature professional technologies in
China, itis known as the CNC industry basement in SoutherChina.

GSK is the company of the Chairman of China Machine Tool Industry Association,
the Vice Chairman of China Robotic Industry Alliance, the Chairman of China
Software Industry Association, the Director of China Machinery Federation, and
the Director of China Mechanical and Electrical Equipment Maintenance and
Transformation Technology Association. It won the National Science Progress
Award twice. It has a national enterprise technology center, post-doctoral
research workstation, engineering technology R&D center, and engineering
laboratory. GSK owns has excellent production equipment and technology
procedure, and a scientific and standardized quality control system to ensure that
each set of products are qualified; we have a perfect after-sales service network
and a professional technical service team; the service spirit of "Keeping Improving
and Satisfying to User"; the management methods and means of the services with
all-round, multi-level and scientific and efficient and ensure that users can get a
fast, reliable and effective response in a short time.
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ERMZRARBLSL"FE (2017/2021/2023)

National Science and Technology Progress the 2nd Prize Award (2017/2021/2023)
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EZIAEEWEARPC

National Recognized Enterprise Technology Center

ERFIFE ARSI

HANEEHP AR RETE,
LA E R S, N

M2009FFIBHIZNAERES, | MNEEESFHEI10LEMEREIER
& (BMOSHRLR) BE, 20185, Fm&i;n%ﬂmﬁﬁﬁh§ﬁ
TEXR, BREMERFARELERE “TUEHN" , XEER—X
HAKEISE R RIZIT.

Nearly 100,000 sets of the standard CNC systems (high-level systems including)
are configured per each year of GSK, since undertaking the Special CNC
machine tool project in 2009. In 2018, GSK achieved the off-line delivery of the
one millionth CNC systems and the million sets of CNC systems that equipped
with millions of “Industry Main Machines), which supported the health operation
of a large number of domestic machine tool manufacturers.

KIBI0ZFRBZNHFEHTFAR, I HHREBI XSG LHER
BROBEANRITUNBEAREHFERENFEm. BETSEETM
HIZESHEIK. SiRBERSK. AHINTNKESSENENKRTLS
FEMTEKRNNE, FRACSHEIBMI, GHEEIRRAFREN
TRE .

GSK studied technology-cored series industry robot and high-end full digital
welding products by a large number of innovations based upon the digital control
technology accumulated more than 30 years. At the same time, GSK fully plays a
role of advantages in high-level machine tool, high-end CNC system and five-
axis machining device, etc. in the years of experience in the machine tool industry;
as well, the overall main body components are processed by ourselves and
properly controlled the cost and guaranteed the machine quality.
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FlEVEmBEERNEE (NAMERS)

Single Champion Demonstration Enterprise in
Manufacturing Industry (Machine CNC System)
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FENKIEIUMEE/\E. FAREFSREESFKEN

Rotating Chairman Unit of the 8th and 9th Councils of
China Machine Tool and Tool Industry Association
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E RARARZLY . EHESEARERSH % eg fARER
AR Buffer Servo Welding Gun
o N s 37 =2
ZEARELN SEARECERZIRR, BEUES (B R 575 M AR T2 SR AR,
> 4 A = 3 ‘al ¥R 32 4 =rAs Y A IEER > 3 The wire precession speed and direction change
JE ﬁﬁ :.F 115"& ﬁu < N =) JE E \ |Eﬂ H{ﬁ E S E niv 1EE _5 'mﬁé’ *Ej&t*gé'lk"‘" ﬂgﬁé&fgﬁﬁ periodically with different technology requirements.
M B VB 3z 121372 Fis. " NN S
. RS EMRETENMA. IR ELI e £ SR B A AT 3A200Hz
) ) ) The buffer, is acted as the bridge between the servo wire— Push-draw welding transition frequency up to 200Hz

The wire feedmg SyStem consists of Components such feeding machine and servo welding machine, which can be }EF—%}]UEFEEE‘*745I’N/ 2
as a servo wire feeder. buffer, and servo Welding gun held the flexible welding cable, feedback the state of welding in ; a p =Ex = FIA .S

, , . real-time, and adjusted the speed of wire—feeding so that the Gy "ru!l acceleration
Suitable for various Weldmg UG ettsien: such as process of wire-feeding is more stable. BIELAKMIEE
minimally invasive cold welding, high—-speed welding, The 100-megabit Ethernet communication

intermittent welding, DC low spatter, pulse welding,

etc.

(A R 1= 221

Wire—Feeding Machine Of Servo
RATEFRERIKDSEN, EAFFDIEL
EE, WRELEERTE.

h The customized servo drive and motor are used to adjust

the speed of wire feeding in real-time and ensure
accurate and stable of wire—feeding.

GSKMDC-500P
EHFRIREN

GSK MDC-500P Full digital high—end
welding machine

HFENKE

Digital Welding Machine Water Tank

LEANSENRYS, SRR, mARRBIEE.
Unique structural shape, novel appearance
and strong brand recognition.

SERE, T25k#H, FLa%E.
Compact structure, advanced technology,
strong and reliable.

BEKUSENE. IREINEE.
Water level height measurement and alarm
function.

J n : | BRI REIAE.

With water flow detection and alarm function.

AN NN NN NN NN

BEKRENIEE.

Water temperature monitoring function.

GSKRHO6B1txXT#lz#EA

GSKRHO06B1 7-joint Industry Robot

GSKTI V= AHBiE

GSK Industrial Robot Electric Cabinet
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Touchscreen and Rotary Knob
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BEIEHECRINREEE
Welding Process Data Logging and Operation Log
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Device Details Interface
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[ ) aN ‘Eﬂ 4843 @ 1.8mm & B e

MIGBK®  HWiFk2d

2e25/@8/13

188%Ar P181A5@5

RBEARSEMHIKE

System Upgrade & Backup/Restore
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Operating Mode: Supports multiple JOB mode calls
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User Permission Management
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All-in—one Welding Software Package
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a3 Jioaesers 1234 5678
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Welding Process Trial Feature

&
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“Ee
/System/USB/GSK_DMC-588P_backup

EER

BN —8ESH
One-Click Full System File Export

® F'EI}J‘B% Extended Features

€ €Y R 78s-6 @ 1.8mm & 14:87:09

oS WhkoiE | BE%Ar+28%C02 M1825T84 admin 20R4/11/65

RAEERIEE R
System Module Calibration Update

BREWREF SRR
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Oscilloscope Sampling
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Custom Welding Process Settings
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Real-time Data Display and Monitoring
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System Module Calibration
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Embedded Intelligent Website



'..° /J%&@U;@E::E&f%lﬁ MDC Welding Process Features

O) #Eﬂi\:.'ﬁﬂ)lt Ultra—low Spatter
MDCEETIZRAWNERBINELAR, KEELEMIMBHITE, HRTEABCHIERETZ, MBARR. TKESE
> BRAREES.

The MDC welding process utilizes a dual-servo motor wire feeding system, achieving droplet transfer through wire retraction. Unlike
conventional low—spatter welding processes, it features lower heat input, reduced spatter, and greater gap tolerance.

ERERERRESTIRLEMEE, BL5BHLWHBERSE, M6k~ E.
During the short—circuit phase of welding, the wire retracts, allowing it to separate from the molten droplet at a minimal current, which
suppresses spatter generation.

{E85421E 75 3% Conventional Welding Methods 19618 1B 1E4E 75 3% Micro Deformation and Cold Welding Process
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Scan to watch video
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©® BEIEERIE High-Speed Welding

MDCEET ZRETEMZEN200Hz, IFHNEXEZREERSANIA3M/mIin, XEIHFWTKE, SMESIIRENR, TEIEEN
8, TERGEIIREEM.

With a maximum droplet transfer frequency of 200Hz, the industry—leading MDC welding process supports welding speeds of up to 3m/min. It
produces an excellent weld appearance while saving time, energy, and consumables.

\J

© EBEIRIBIE Uitra—Thin Plate Welding
EEBERNERG0.3-2mm), BEERES, F2HNRFFRERRE, BIRRER, BERET.

It is ideal for ultra—thin and thin plates (0.3—-2mm), featuring high gap tolerance. It is resistant to weld defects such as burn-through and
provides fast welding speeds with superior weld quality.

® *ﬁwﬁﬁﬁ Large—Gap Welding
BESRERS, BFEFENDRE, BEIRF.

It features high gap tolerance and strong gap—bridging ability, ensuring excellent welding performance.

- Scan to watch video

WE2mm, [EBE3mm Plate: 2mm, Gap: 3mm

O, =F1Hi+§EiElﬁ Adaptive Stick—out
FHREBEMINGETRIEEERRTHRN, BMFEFENERTH, HEEXRIRIFIEERE.

Adaptive stick—out ensures minimal variation in welding quality, delivering excellent results even on complex workpieces.

IR aE R
Weld Appearance
Diagram

Scan to watch video
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°e %F]:;Z__ZJ WELDING Process

/ \/\\\
MDCHEIISIE Micro Deformation and Cold Welding (MDC)

#Mel<IE (Mirco Deformation And Cold Welding ) , IM##zeI#iA, B TERN=H, AAFPTEHEE30%, BiEd
BEL TSR RZN, SSMAELY . EABREZZITIMDCIREZTZ, WEARBHIXZRFEHIRLZFEXH-[H]

W, ESMBRELKIZES, SSHREREANGEBTE. fREZ0.3mmAHER. KN, K. 52K, 0.5mmiBEE.
A%, BRIRIE.

Micro Deformation and Cold Welding (MDC) is an innovative technology developed by GSK, which fills a gap in the domestic market. It saves
users 30% on power consumption, and the welding process reduces the environmental impact of high temperatures, leading to lower emissions.
Specially designed for thin sheet welding, the MDC process utilizes a dual-servo motor wire feeding system to control the cyclical feeding and
retraction of the welding wire. This, combined with microsecond-level output waveform control, achieves droplet transfer with extremely low
heat input. It is capable of welding 0.3mm stainless steel, carbon steel, silicon steel, and high—strength steel, and 0.5mm aluminum and copper
alloys with extremely low spatter.

Scan to wateh.video

Hik;':l] Pulse

LURHRIB IR L KR, FEAREBEWEHSHIEDRRIBSHTREIE S,
- EFERKPEZEESES, —K—H, KF k.

- EHRTERIPE, HNPERALEMETASIIMKER .. BRER
« IZHARE, BESBERA, BEIRE.

c BEOEPELEERT, BEAERE.

A high current is used to melt the wire tip, with droplet transfer into the molten pool primarily driven by electromagnetic pinch force and arc
pressure.

* Inasmooth pulse welding process, one dropletis transferred per pulse, ensuring a spatter—free result.

» Unlike conventional pulse welding, this process, developed for medium—to—thick plates, enables a shorter arc length and deeper penetration.
+ Awell-developed and stable process that produces a wide weld bead and deep penetration, ensuring excellent weld quality.

+ The wire feed speed remains constant during the welding process, ensuring stable deposition efficiency.

09

IE)PRYR Intermittent Welding

BT EBMRIN. EFRN, BERELE,
- ASERBBLURERR, REBAER;
- BIFER, SHAREEE.

The arc is periodically extinguished and re-ignited during the
process, resulting in a discontinuous weld.

Achieves a fish—scale weld pattern with lower heat input. Ease of o Scan to watch video
operation and more convenient parameter adjustment. o
2h BfRIE . EHRIEE :
Current Intermittent Welding: Simplified Schematic |
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IEt6 3 1z Hybrid Process
BEIRERESEE, EFHENERMIZ.
- SHIEASEBGIT, TLNEBLISENSR; 2T, BUEEE
s =] - .. T — o == =] BES =
° E};’éﬂhﬂlﬂfz%ﬂm, *EES&:.HEU&EE; kﬁlﬁfi‘dﬁ‘iﬂ‘%?bﬁ}&ﬂ’é, Hybrid Process: Simplified Schematic
- TREEEMIE, MRTEBR, SRR X
~VAY 3 A I I |
- XHMDCIEZEHTIZRE, RFAHEEMERE. too 2
| —
! 2
It is continuous welding that periodically switches between two | : Wg
processes. ) : ! é‘lL(%
» Specially designed for aluminum alloy welding to produce a fish— AME I >
|
|

scale pattern.
» Continuous arc during welding, significantly reducing porosity

R

I
|
defects compared to intermittent welding. | : :Eum>: :EU'U>
« Enables dual-pulse functionality by switching between different I | |“i§§| |"i§§
currents within the same welding process. : : | zzé | I g§§
» Supports a hybrid of MDC and pulse processes to enhance weld | I | | I
] | ] ] |

performance. 0

Scan to watch video




EéﬁM DCIEE{JJ:'EEE% Extended Applications of the MDC Process for Aluminum Alloys
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\ |
| Time Correction| | Time Correction| |
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Cold Welding of Cold Welding of
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RS EEBNUREETR, EMDCIZ LEET —REMKP—REEENEREIN, B MRS aBNEH,
B AR B E R =H 8 FrYEE, REENEREIMNEIIHRSSFAENRENSENNR, &840 8 EHARITEY
MDCE{EEFFFIEIMIS, RIERIMKERREM .

To achieve a fish—scale bead when welding aluminum alloys, the MDC process is enhanced by superimposing a fixed—frequency pulse and a
low—energy DC arc. The fixed—frequency pulse forms the individual ripples of the bead, while their spacing is controlled by adjusting the
duration of the low—energy phase. This low—energy DC arc also serves to reduce porosity and enhance the sheen of the weld seam. To ensure
consistent arc length, the MDC action recalibrates it at the start of each ripple cycle.

fag 12
Fillet weld Flat weld
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E}%I"z",‘}'é Welding Process Library
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Carbon Steel
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Carbon Steel
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Stainless Steel
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B

Stainless Steel

CrNi19-9/

19-12-3

faiE

Aluminum—-Magnesium

AlMg 5
abtn

= A
pure aluminum Al 99.5

=LE

Aluminum=Silicon

AlISi 5

Oz

nﬁ:t .
Aluminum-Silicon AlSi

REiE

Aluminum Bronze

CuAl 8
Hs i
Tin Bronze

CuSn 8

iRk

Aluminum—Magnesium

AlMg 5

ozt

. n :t oy
Aluminum=Silicon

AlSi5

{ES i

silicon bronze CuSi 3

BEHE

Wire Diameter

1.0mm

.2mm
.Omm

.2mm

.Omm

.2mm

.Omm
.2mm
.0mm

.2mm

.2mm

.2mm

.2mm

.6mm

.0mm

.2mm

.2mm

.2mm
.6mm
.2mm
.6mm

.2mm

FIPSEH
Shielding Gas

80%Ar+20%CO0O,

80%Ar+20%COQO,

100%CO,

100%CO,

97.5%Ar+2.5%CO0O,

97.5%Ar+2.5%CO,

80%Ar+20%CO,
80%Ar+20%CO,

97.5%Ar+2.5%CO,

97.5%Ar+2.5%CO,

100%Ar

100%Ar

100%Ar

100%Ar
100%Ar
100%Ar

100%Ar

100%Ar
100%Ar
100%Ar
100%Ar
100%Ar

TZ&

Process Name
M102ST04
M102STP1
M122ST05
M122STP1
M104STO1
M124ST02
M103CNO5
M103CNO6
M103CNP1
M123CNO1
M123CNP1
P102ST01
P122ST01
P103CNO6
P123CNO6
M121AMP7
M121AMP8
M121ACO1
M121AS01
M121ASP6
M121ASP8
M121ASP9
M121ACO1
M101CAO1
M121CAQ02
M121CS04
M121CS08
P121AMO02
P161AMO02
P121AS01
P161AS08
P121CS01

HFRETEE

0.3mm~6mm
0.3mm~5mm
0.3mm~8mm
0.3mm~5mm
0.5mm~5mm
0.5mm~6mm
0.3mm~5mm
0.3mm~5mm
0.3mm~5mm
0.3mm~6mm
0.3mm~5mm
2mm~17mm
3mm~20mm
2mm~17mm
3mm~20mm
0.5mm~6mm
0.5mm~5mm
0.5mm~5mm
0.5mm~3mm
0.5mm~4mm
0.5mm~5mm
0.5mm~5mm
0.5mm~5mm
0.5mm~4mm
0.5mm~5mm
0.5mm~5mm
0.5mm~4mm
1.5mm~18mm
3mm~20mm
1.5mm~17mm
3mm~20mm

1.5mm~15mm

Recommended Plate
Thickness Range

12
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ﬁﬁ%ﬂw*ilcpﬂ'ﬂﬁ_‘iﬁﬁ Applications in Carbon Steel %Eé@ﬁﬂﬂ'ﬂﬁﬁﬁﬁ Applications in Carbon Steel

HBIEE%(CO,)

Ultra—low Spatter (CO,)

HB{EE%(CO,)

Ultra—-low Spatter (CO,)

IZ= Scan to watch video
Process No. e %?_,' Izs
e dIVA=1 TR E_ Brosess Ne. P121AM02
Weld Position | Flat Fillet Weld iﬁ!
_ - ST, - 2 268U E Fi2
AT, WEEREE. =10E. =518, SESEME. REX Weld Position | Flat Weld
ERTI BEES
Applicable Hardware components, two—wheeled vehicles and — a s e perrs o
Industries accessories, tricycles, sports equipment, automotive BT fRIRIR. SRR SRISHIZFAE. SRIBRESERT _
parts, home appliance and furniture components, etc. Applicable Components. such as aluminum formvyork, aluminum
Industries yachts, aluminum truck bodies, and aluminum oil tanks
ey IR BRIN Welding Material: Carbon steel
Welding FREeA: 135A Weiding Current: 135A B, 5356528%  Welding Material: 5356 aluminum alloy
Conditions sAl Tz Welding Speed: 12mm/s . YSIEE. 320A-160A  Welding Current: 320A—160A
R HE. 2.0*150*50mm Plate Specification:2.0*150*50mm ﬁ;:liﬁﬁt Vet . Bmms A R S e
e L ET/ERE: 80 Main Duty Cycle: 80
EIT{EREEE. 60 Secondary Duty Cycle: 60
ﬂ;](;q] WRFEIRE. 8.0*200*50mm Plate Specification: 8.0*200*50 mm
Pulse
IZ5 Iz
Process No. P2 Process No. Pl
1REE S ERE
" ; 1REE(UE =2}
Weld Position Flat Fillet Weld Weld Position N
—— Eff. W8, TR, TUsE. HEE. R, ETTWEERE e
’/: f bl Components for shipbuilding, steel structures, BT SEARIR, SRIFE. SRIEMTEAE. gg;ﬂﬁg%%ﬂ# 4
| %p c;a & construction machinery, mining equipment, machine Applicable Components such as aluminum formwork, aluminum
ndustries bases, agricultural machinery, heavy industry, etc. Industries yachts, aluminum truck bodies, and aluminum oil tanks
oy SRUEpIF: Wi Wil L el Caitben Bz EBiEHEL, 5356184%  WeldingMaterial: 5356 aluminumalloy
Weiding sy SO0 Welding Current: 300A Y2fZETE, 320A-160A  Welding Current: 3220A-160A
Conditions YRR 4mm/s Welding Speed: 4mm/s ﬁ}%iﬁ?# IIEERE . 8mm/s Welding Speed: 8 mm/s
RAAHIG: 12%200*50mm  Plate Specification: 12¥200*50 mm A sndli?i% - ETEEH. 80 Main Duty Cycle: 80
BEIT{EREEE. 60 Secondary Duty Cycle: 60
WREEIRE. 8.0*200*50mm Plate Specification: 8.0*200*50 mm
I H{sz
KIE) P
Large—Gap Welding Tzs 104STO1
Iz=s M122STP1 can to watch video Process No.
Process No. S N
= . 1REE(UE BEFR
JREE(T R IR Weld Position  Lap Flat Weld
Weld Position | Gapped Lap Weld
o FEEH. MEEREM. =10%E. EohEEtt. KESSME. RBR — HRSESE. HEFW., K. SEAEL%E. RE. SunE%Ht
f Bt STk
BTl T : Mz Components for industries such as new energy vehicles,
Applicable Hardware components, two—-wheeled vehicles and Applicable shared mobility, fans, stage trusses, furniture, and
Industries accessories, tricycles, sports equipment, automotive Industries rEElElEIS v ’ ’ ’
parts, home appliance and furniture components, etc.
JRIEMEL: BRI Welding Material: Carbon steel
i JRIEEA: 190A Welding Current: 190A . YRIEHIEL. 4043528 Filler Material: 4043 aluminum alloy
Conditions JRHEERE . 6mm/s Welding Speed: 6mm/s Wordiy ee. 130A Welding Current: 130A
WREZIHE: 2.0%150*50mm Plate Specification: 2.0¥150*50mm Conditions IBIFEE: 8mm/s Welding Speed: 8 mm/s
WRE#EIRE. 2.0*150*50mm Plate Specification: 2.0*150*50mm
=1/ =h~"2
SIEERRE e
; ; == M121ASP9
High—Speed Welding Process No.
IZ5 yRsEfrE e Sgafito watch video
M122ST05
Process No. Weld Position = Flat Fillet Weld =
BEEVE Fig
WeldPosition | Flat weld . SFREENE. HEEL, AL, WAER. KA. MRESNN
k 1I?cab|e Components for industries such as new energy vehicles,
BRI RETAME fElR . RERESHE In%%stries shared mobility, fans, stage trusses, furniture, and
Applicable Automotive components, cabinets, enclosures, and radiators
Industries parts for home appliances and furniture
JRIEMEL: BRI Welding Material: Carbon steel Jerm Eggﬁ 411232%5‘3 \lj\y‘lscrﬁl\nllatglrjirarlé :tOﬁ?)z gkminum alloy
JRIEaA JRIE . 190A Welding Current: 190A Welding o 9 "
Welding YBiEERE . 50mm/s Welding Speed: 50mm/s Conditions JRHERE: 8mm/s Welding Speed: 8 mm/s
Conditions -~ : 1RAHRAS. 2.07150*50mm  Plate Specification: 2.0*150*50mm
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WRA#IRE. 1.0*500*50mm Plate Specification: 1.0*500*50mm




7F$§§$N1‘7J*45"JF_"ZJEE Applications of Stainless Steel

BERIER

Ultra—Thin Plate Welding

Izs
Process No.

e (VA=
Weld Position

BT
Applicable
Industries

IR
Welding
Conditions

ﬁ%mwﬂﬂ'ﬂﬁ_‘iﬁa Applications of Silicon Steel

M103CNP1

AR
Outside Corner Vertical Welding

IKFENERE . ISEHISRARME . NIESEMG:

Components such as water tanks, storage tanks,
automotive exhaust system parts, and chassis

MR N Welding Material: Stainless steel
JRIZER: 45A Welding Current: 45A
IBIZEE. 18mm/s Welding Speed: 18 mm/s

WRMEIRE. 0.5*150*25mm Plate Specification: 0.5*150*25 mm

Scanto watch video

BB

Ultra—Thin Plate Welding

IZ5
Process No.

e (VA=
Weld Position

BRI
Applicable
Industries

IR
Welding
Conditions

Izs
Process No.

P VA=
Weld Position

BRI
Applicable
Industries

IR
Welding
Conditions

15

M122ST05

AR
Outside Corner Vertical Welding

IKFENERE . ISEHESRARRME . NIESEMG:

Components such as water tanks, storage tanks,
automotive exhaust system parts, and chassis

piEzr g S E Welding Material: Silicon steel
JRIEER: 50A Welding Current: 50 A
IRIZEE. 33mm/s Welding Speed: 33mm/s

WRAEIAE. 0.3*150*25mm  Plate Specification: 0.3*150*25mm

M122ST05

Fi2
Flat weld

RN Z A
Motor Components

BEMEL RRACEEN Welding Material: Wavy silicon steel
JEIEER: 50A Welding Current: 50 A

JRIEERE . 35mm/s Welding Speed: 35mm/s

ARG . 0.3*150*50mm Plate Specification: 0.3*150*50mm

55'{%1‘3*45911‘7% Applications of Hybrid Materials

BN, $B5E

Carbon Steel, Tin Bronze

Izs
Process No.

IREENE
Weld Position

BT
Applicable
Industries

IR
Welding
Conditions

Izs
Process No.

IREEN B
Weld Position

BT
Applicable
Industries

IR
Welding
Conditions

M121CS04

R
Flat We

Id

WE. REFSEHE
Bushings, hydraulic rods, and other components

1R
et zhi
IREEE
HRAAFE

. et R

: 160A

: 10mm/s

: 2.0%150*50mm

M121CS04

R

Fillet Weld

WE. REFSAMYE
Bushings, hydraulic rods, and other components

1R

BRI
IREEE
HRAZFNE

BN, $a51E

Carbon Steel, Aluminum Bronze

Izs
Process No.

1REE(UE
Weld Position

ERT
Applicable
Industries

IR
Welding
Conditions

Izs
Process No.

1REE(UE
Weld Position

ERT
Applicable
Industries

JERER
Welding
Conditions

SiE. xR

: 160A

: 15mm/s

: 2.0*150*50mm

M121CA02

T2

Flat Weld

@], TEETERRG
Valves, piston rods, and other components

1RiEE
IRIZER
IRIRIRE
RIS

: B BRI

. 150A

: 15mm/s

: 2.0%150*50mm

M121CA02

R
Fillet Weld

@], TEEATERR
Valves, piston rods, and other components

1Rz
IRIZERR
IRIRIRE
HREAAE

. B, BRI

. 160A

: 10mm/s

: 2.0%150*50mm

Welding Materials:

Tin bronze, carbon steel

Welding Current: 160A

Welding Speed: 10mm/s

Plate Specification: 2.0*150*50mm

Welding Materials:

Tin bronze, carbon steel

Welding Current: 160A

Welding Speed: 156mm/s

Plate Specification: 2.0*150*50mm

Welding Materials:

Tin bronze, carbon steel

Welding Current: 150A

Welding Speed: 15mm/s

Plate Specification: 2.0*150*50mm

Welding Materials:

Aluminum bronze, carbon steel
Welding Current: 160A

Welding Speed: 10mm/s

Plate Specification: 2.0*150*50mm

Sc’gpr-toﬁétch video

Scan towatch video

Scan to watch video

A
i3

**Scan to watch video




°. Ve 3
e ‘fj'ﬂ.lﬂ\_‘L 3 Industrial Applications

BRE BORME
Scooter Centrifugal Pump Impeller

EEERLR BiTEELR BR

Aluminum Motorcycle Frame Bicycle Frame Tile

BRI A BEELR FeEIREEthAE .
Aluminum Fan Blade Wheelchair Frame New Energy Vehicle Battery Housing

AERE BXEE

Automotive Chassis Ventilation Duct

17

08PIA Y2JEM 0] UBDS

BxEX1T ML B B Industrial Applications of Carbon Steel

IS LIHEE SIS BEHEER

Lawn Mower CarburetorBracket Lawn Mower Muffler

WRIKFE ek
Machine Tool Water Tank Alloy Drill Bit

HRSHIEHRE FREE
Copper Plating for Machine Tool Guide Rails Switch Piston

peststifzhng

08pIA Y2}em 0} UBdg

VKFE EZ4EH

Refrigerator Compressor

TESERBESIH
High—Pressure Fuel Tank Structural
Components for Trucks

b=t b i

08pIA YoJeM 0} UBdS

i INROTLE LB BT

X E8

Wind Power

ME R IMERESF B MG R4
Sample of Copper Cladding on Interior & Arc Copper Plating Component

Exterior of Steel Pipe

T REEM
Copper Bushing Additive for Injection Molding
Machines

18



AFEINITI R Industrial Applications of Stainless Steel

S DN &

U A B INag IR 14

U-shaped Seam—-welded Stainless Steel Sample

FEINEKE HFG1E
Fire Cabinet

REBEE FEWEE NBWEM

Equipment Pipe Sleeve Stainless Steel Piping Stainless Steel Pipe

BIIANEE TS B ESubilENCZ DS g = s
Additive Component for Valve Inner Wall Ball Valve Polygonal Steel Arc Additive Specimen

B e PZRE(RER B4 15
Shroud Blade Helical Arc Additive Component

19

5 S DM 3

08PIA Y2JeM 0] UBDS

08PIA Y2JEM 0] UBDS

EMEM
Welder Main Unit

IEHLKFE
Welder Water Tank

ELH

Wire Feed Mechanism

R 2244
Push-Pull Wire
Feed Mechanism

Zheg
Buffer

° < sl
fﬂ*ﬁ’é SPECIFICATIONS

i =|
ltem
BS
Model
WMANBE
Input Voltage
AEJ- 4]
Energy Efficiency Level
WHEREE
Output Current Range

R B EBE
Output Voltage Range

FFRITER

Switch Frequency

(EE R
Applicable Materials

(E iRk

Protection Class

BEER

Insulation Class

(LD ANES

Arc Ignition Success Rate

Transfer Frequency

B5E
Weight

SMERS
Overall Dimensions
BS
Model
HIRBE

Power voltage

IKRINE

Water Pump Power

BERKESD

Rated Maximum Pressure

KE=2
Water Capacity

TERE
Operating Temperature
FE(FERER)
Weight (without coolant)
RY
Dimensions
BS
Model
EUERR
Rated current
BERE
Rated Voltage
RELEE
Wire feed rate

BLER

Weight (Bare Machine/with Wire Feeder Rack)

SMERS
Wire Diameter
B2 (Bi/axEas)
Overall Dimensions
pich=
Model
REABR
Cooling Method
BeHRE
Wire Diameter

R ERANINEE

Maximum Motor Acceleration

58 (2F1e)
Weight (incl. welding torch)
BS
Model
ERNEA
Compatible Robots
SMERY
Overall Dimensions
BE (84.4mE%)
Weight (incl. 4.4m cable)

S
Parameters

GSKMDC-500P

=tHAC380V+15%
Three—phase AC380V +15%

—REEN
Level 1 Energy Efficiency
30A-500A
12V-39V

128kHz

M. FEIN. BESE. RESE. BREEF

Carbon steel, stainless steel, aluminum—-magnesium alloy, aluminum-silicon alloy,

copper—aluminum alloy, etc.

IP21S

F

KXF99.9%
Greater than 99.9%

&=200Hz
Up to 200Hz

66kg
786mm x 366 mmx 675mm
GSKMDC-WT02

RZim380V
AC 380V

160W
0.25MPA
5.9L
-15C~60C
35.5kg
773mm x 366 mmx 268mm
GSKMDC-WF02
3.5A
48V
0.4m/min-20m/min
0.8mm-1.6mm
222mmx 187mm x 256mm
4.7kg/14.7kg
GSKMDC-WG02
i
Water Cooling
1.0-1.2mm
745m/s’

2.3kg

GSKMDC-WB02
FENZEIRATER A RINEA

Different mounting plates are compatible with different robots

467mm x 221mm x 126mm

13.6kg

20
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37‘5 GSK MAGIC WELDING UNIT

S R R TR B

CNC Magic Welding Unit Composition

GSK MDC-500P£#F/imiEHl+GSK

RHRSISHEERZ=NHRA

GSK RHERSIR= Rt a5

GSK RH Series Hollow Welding Robot

TXBIZ|A

7—joint Industry Robot
GSKRH06B1-1605

INKTHNRA
6—joint Industry Robot

GSKRH06A2-1490
GSKRH06A2-2000

F_\'Zﬁﬁ’q‘ﬁﬁ,k Application Areas

AEREH. BEFXRERE
. RIHA. TENAWS

Hardware welding fields such as
automobiles and accessories,
motorcycles and accessories,
agricultural machinery,
engineering machinery, etc.

FTHEERE, METRHENEEZETZHK |
AFMBAERIZA, BEER1.0mmlL
TREIRIIBERMIG/MAGIRETZEF
ERBAEXR. TETE. BECESFE
ZEOH, BEFLRNBABNHUEREN

R

GSK MDC-500P digital high—end welder +GSK
RH series high performance hollow robot.

Developed independently by Guangzhou
Shukong, it integrates advanced welding
technology and robot control technology to
effectively solve the welding problems of thin
and ultra—thin plate MIG/IMAG welding process
of 1.0mm or less, such as large heat input,
serious deformation, welding splash and so on,
so as to better realize the application of robot
automatic welding.

ZEHBCE

STRUCTURAL CONFIGURATION

ERT—IMEIRE)

New Integrated Drive

BENSARESH—MUED, £20%. HERE; —ANEAREEREFRRERNG
50%, EEMREKLI30%, (EANIZHREARE; RAXFEERZAK, FHINEREZ
TRISEgEEHIRIME, SR AEE—EAE THERERELI30%, BEARFEINMRTIEE;
SR EBHREIAMMG R shSHIZNINEE, BARE.

The welding robot is equipped with a new integrated drive, which is safe and reliable and low
failures; the volume of the configured cabinet of integrated servo is reduced by about 50%, and the
weight is decreased by about 30%, and the site layout used is more flexible. The common Bus
rectification technology is adopted and the energy mutual feedback compensation is carried out
when the acceleration or deceleration of each axis is performed. In the same motion state, the power
consumption of robot is decreased about 30%, which can be saved the energy for low consumption
and environmental protection. The integrated motor brake closed-loop detection and dynamic
braking function are safer.

21

YV=EEE Y
Specification parameters
1= GSK RH06B1-1605 GSK RH06A2-2000 GSK RH06A2-1490
BHE 7 6 6
A 3 (A ARIE D 3 iEIBRIREN 3 EBRIREN
BRaE(kg) 6 6 6
< BEEMEE(MmM) +0.05 +0.05 +0.05
>_' J1 +170 +170 +170
( J2 +110~-70 +140~-70 +115~-80
% E +90 / /
> ' EEEE(C ) J3 +80~-150 +75~-140 +80~-150
< J4 +180 +180 +180
> J5 +135 +135 +135
<| J6 +360 +360 +360
) J1 200 175 200
( J2 173 165 200
Y | E 200 / /
RAPHEE (° /s) J3 200 195 200
J4 288 282 282
J5 375 370 370
J6 630 630 630
AEERE (kg) 215 265 190

FEHEITRERNEE30%

Fluctuation Of motor’ s OperationSpeed Reduces 30%

- - - EELHSEEN, NEAE
N ' == g iREFEE,. Eas,

With the new high—speed motor,
the robot movement process is
more stable and reliable.

- e
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=

2 e 2 oy Pao e az
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GSK RHO6B1tGXT134128

GSK RH06B1 7—joint Industry Robot

——

—
J U/

Highlights

r—1
(/]
E—

(V2

Advantage

BESEERIE
Flexible connection range
NTH2REERE

Full welding of small workpieces

{EFARY AN REFERL AN
Lower cost of use and energy consumption
RAHEF S

Improve economic benefits

IREEPE AR
Short cycle of equipment department
B T AR

Simple operation and debugging

AL AT

Integrated operations
B T IR A8

Reduce the procedures
BEEEESZ
NGB E

RN ABE
Reduce the number of robots
el BERIA=E

Improve the utilization of workshop

RERDIFIBERS
Higher speed—up in the future market
NB{ABREKX

Wider demands of robot

+ A LABREE R LS BRI BT

+ It can be avoided some certain targets

+ SCHIRHRIR RIS (IR 1%

+ To realize multi—directional welding of welded parts

23

BIREITR
T fE4EE

+ R AW

+ [RRIEIZRLA

+ Improve Market Effciency
+ Reduce Welding Cost

+ R EEEEN T F

+ To reduce the processes during the welding

+ RIFENHLEAFHR TR

+ To flexibly adapt some special working environment

HENEXTEED

Excellent seven joint capability

BIEHRES
High Mobility And Flexibility

BRNTEEIFS/ML, BOEETR, #fREERE.

BT HE. Ve CEBTAAMEA
It is beneficial to the integration of the welding technologies and vs Zo—ti(;itnt ndustrial

ACSSENRIZIFE-YN

6—joint industrial robot

reduces the welding technologies, thereby reduces the number
of welding fixtures and welding manipulators.

/ SSRGS
Perfect to avoid obstacles

KRB SIS

Can't avoid obstacles

BISER 2 AR EE

Can complete full week welding I

SEEGFTL

Interference with each other

BEFET

Interference with each other

EXTLNBAEREEZRRIEZRIN
Application Of 7—joint Industrial Robot In Welding Of Car body.

ISZEEMRE

Can be arranged with high density

"hEsEEEIRit
Hollowed Areas

XD EDTRBERENES, BREXES, BEEETER
)RR
The combination of seven joint and hollow wrist structure solves

the problem of entanglement in wiring, The problem of interference
between components.

! & chESpE/RIAT) EARHEIHAY

Has obstacle avoidance function

50mm

Hollow inner diameter
reaches 50mm

-\\ TEBFIES
‘\._\ Perfect to avoidobstacles

TiE B TSRS

Can't avoid obstacles

24
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