Kev romponén

Pul Feeding Unit
(Model AFPS-2503 for steel wih
RT3500H Torch shown]

g- =Range of applications for the Synchro-Feed welding system
tem

‘Speciicaton
Wire Buffer Push Feeder (o - Galvanized Stailess steel Al
{Model L-11610 for steel shown)  [Model AFS-2301 for steel with stoe plate (Ferrte, Ausienite) pminum
Wire Reel stond shown) ‘Shiekding gas CO2MAG CO2MAG | MIG (98%Ar+2%02) | MIG (100%Ar)
Applicable wire diameter 09 | o0 | o2 012 o012 012
Wire stock method Wire reclipack vire
~— C02:50-200A | CO2 50-250A | GO2: 50-300A | CO2:50-300A | mic iiznon [ e
MAG: 503304 | | 40-150A
Reted ay e oo [rows s | rowera | wowas o
Welding current: Tip for
icabi
N RN '50-200A: FA tip, 200-400A: E tip. aluminum
Wire Feed Confrol Device We\dmg PowerSupply -
AFCASIWOA Max.cable lengih in condut 5m
1 Amblant tomperature 45°C (13°F)
at .
gher
Tigher,
“ pies,
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subject to change without notice and without any obligation on the part of manufacturer.
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Almega Friendly series
Ultra-Low-Spatter Technology

DAIHEN Inc.

Synchro-Feed Welding System

Maximum current
Increased to

JI0A

\ioltage odjustment range double
that of previous product

»Expup'd yuﬁr range
of applications

with low-spatter, high-guality welding




Synchro-Feed welding has evolved considerably with our newly developed current waveform control.

Ultra-low spatter performance at a maximum current of 330A (14 mprovement
Voltage adjustment range doubled from previous version

NEW Next generation Synchro-Feed

Wire feeding with our new Current Waveform Control is more accurate.

This ensures a more stable arc.

feaire. More applicable plate thicknesses | Feature
and increased welding speed

Welding currenf has been increased to 400A. Deeper
penetration can be obtained compared to similar

Wide, flat beads possible

The new control method doubles the voltage adjustment
range. Wide, flat beads can be easily obtained by increasing

products. This allows the system to be adapted to welding the welding voltage. These high- quality welds are resistant to
thick sheets one size larger and allows high-speed w2 gaps and deviations.

Shielding gas - 100% CO; New Synchro-Feed Similar conventional produc

Current

Voltage 270V
Welding speed : 59 in/min
Plate thickness : 3.2mmt

Joint Overlap

Shielding gas: 100%CO:

Shielding gas: 100%COz
Curent: 2004 Voltage: 20V Current: 2004 Voltage: 26V

ynchro-Feed solves the problem of spatter

Low spatter at 200A and higher, where spatter is most likely to occur.
CO; welding MAG welding

—e—Conventional
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Principle of Sync eed
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When shorl-circuited, Ensures penetration
Wire is always the wire reverses and with pulsed high
fed forward. areing oceurs. current.

TR o 3
High-quality welding and no burn-through on very thin pl ‘ﬁ
Sheet metdleven with o1.2mm wire (helps reduce cost). =B ﬂ“#

Shielding gas : 100% CO:
Curent :50A
Votage 180V
Welding 70cm/min
speed :0.6mm
Plate thickness : @1.2mm

Welding wire
=

extremely thin plate

Ewielas] 1Y

. Low-spatter welding that ensures sufficient penetration’

Thick steel plOTe even at high current. Torch weaving also achieves
a beautiful bead with low spatter.

Shieldinggos = 100% CO:
Curent 300A
Voltage 230V
Weldng speed  : 40cm/min
Plafe fhickness + 12.0mm
Weldngwre  1@1.2mm
Weaving flequency : 1.5Hz

Low spatter and sufficient penetration

Stainless steel | Galvanized steel plate

High-quality welding with low spatter even on stainless and galvanized steel plates.
Adaptable to various manufacturing processes.

Conventional Shielding gos : 98%Ar+ 250, Weldingspeed : 39.4in/min
Curent:180A Pl fickness + 1.0mm
Vofage 15,0V Weldngvire : @1.2mm

Stainless steel

spatter marks

Shielding gos : 100% COz  Weldingspeed : 31.5in /min
i Curent: 240A Plle fickness : 2.0mm
Galvanized Volage 1 21.5V. Weldngvie : @1.2mm

steel plate

High-quality welding with low spatter
gchieves low smut with low heat input.

Aluminum

Stieldinggas  : 100% Ar
Curent 130A

Vollage 1123V

Welding speed : 31.5in/min
Plote thickness : 20mm (AS052)
Weldngwie : @1.2mm
Weaing  : Yes

Hard alt ul

H150A

thickn




