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Welding time saving up to 80%
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Welding time cab be reduced up to 80% due to one pass welding
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Achieving 1 pass welding on thick plate by "D-Arc" which is
newly developed for high-current welding.
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Drastic reduction of groove processing time and wire consumption
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Deep penetratlon welding leads to less groove area, resulting in
reduction of wire consumption.
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Applicable to fillet welding with high welding and deep penetration.
Full penetration welding is realized by both sides welding.
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Thick plate welding users for steel frames,bridge,
construction machinery, ship building, plant, piping, etc.
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Carbon dioxide
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[Butt weld for plate thickness 199mm butt weld]
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Six passes tﬁ n Welding speed: 30cm/min DAVS % Welding speed: 30cm/min
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Conventional multi-layer welding D-Arc welding
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Weldlng speed 30cm/min
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Configuration Ok s FD-VBL BEZERWB-DPS
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BAEIATL D-Arc VY FD-QT
Welding power source WB-DPS Welding system D-Arc Sensor FD-QT
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