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XHBRZEMAG Process

Ultra High Current MAG Welding Process

StmidER{K % / Spray arc & Low spatter
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jCEE',:ﬁ MAG Process Conventional process

j(%iﬁ MAG Process Conventional process
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KEfi MAG Process SHZEMEE

Penetration depth : 3.0mm

KH#R MAG Process
485A Speed : 60cm / min
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Penetration depth : 2.0mm

Conventional : Tandem Pro-
cess / Solid wire
L:310A T :285A Speed :
85cm / min

Horizontal fillet welding (Leg length : 7 ~ 8mm)
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Benefits of Ultra High Current MAG Welding Process

and Tandem process
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KEFHEMAG processHIHIR /
Composition of Ultra High Current MAG Welding Process

BEEHEA / Welding robot 4
ARCMAN™
-MP

EHI1E% / Welding wire

FAMILIARC™
MX-A100D
1.4mmao

1E#ZHIE / Power source

SENSARC™
AB500
Parallel running system
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Parallel running system



