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Abstract

Joining is the most important production technology in the manufacturing and assembly of architectural steel
frames. The Kobelco Group has long contributed to advancement of the construction industry through its high-
tension bolts and arc welding technologies. Recent labor shortages have increased the need for automation by
robotization. This has led to a notable trend toward the expansion of large-scale arc welding robot systems in
steel frame manufacturing factories, as well as the adoption of portable arc welding robots on-site. In addition,
efforts are being made to lower the barriers to training for welders, who are becoming increasingly rare, by
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combining practical and virtual training methods.
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Fig.22 New Welding Training Center in Fujisawa industrial operations
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