New evolutionary welding mode delivering ultra-low
spatter, high quality weld results
Simple setup with reduced maintenance requirements

B Synchro-feed virtually eliminates welding spatter!

Ultra-low welding spatter (99% reduction), even at weld current in excess of 400A
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B Synchro-feed welding process

High pulsed current
ensures penetration.
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B Simple connection and configuration B Reduced maintenance

Synchro-feed welding

Short-circuit period
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High speed wire feed
oscillating between
advance and retract
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Wire is advanced at
high speed to force
short-circuiting

One cable and hose

for connection to the
pu|| feeder (Patent pending)

P One action connection

reduces setup time

Align the connector

and tighten the nut

wire feed is retracted
and the stable arc is
established

High current ensures High-Speed 1 /
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ensured via high
pulsed current

Includes auto-cleaning
function to discharge
wire shavings from the

Air purge

pull feeder mechanism

P Reduced cleaning time
and improved

productivity

Almega Friendly series I

Ultra-Low-Spatter Technology
Synchro-feed robotic welding system

| Svynchro-feed Evolution

Wire buffer
(for Fe,L-11610)

Push feeder
(for Fe,AFS-2301
with wire reel stand)

Pull feeder
(for Fe: AFPS-2511
and RT3500H)

Welding power supply:
WB-P502L

A Wire feeder controller
AFCA-S2W04

mApplicable Range of Synchro-feed Evolution Welding System mComponents by Specification

. . Stainless steel ) Item Synchro-feed Synchro-feed Lite
et Mild steel (ferrite/austenite) Aluminum Wire buffer
. Components Pull feeder Pull feeder
Shield gas CO2/MAG MIG(98%Ar,2%02) MIG(100%Ar) Push feeder
Applicable wire 0.8-1.2 1.0,1.2 1.2 Wire stock | Pack wire v v
—_— D) C02:50-400A 3 3 system Reel wire v -
elding current(G% 50-330A 40-300A Mild steel and
MAG:50-350A Applicable Stainiess steel v v
Rated duty cycle(323354) 100% 100% 100% materials | 5| Brazing v -
. : ’ . . A . WB-P402L
%1 The maximum welding current varies depending on the wire diameter and material. . R WB-P402L
32 The rating duty is for an ambient temperature of 45° C (113° F). Welliipg [power coiEs \\%gs\;’fg(l)‘ WB-P502L

33 For use at a rated duty ratio of 100%, air for cooling (50L/min, 13.2gpm) or more must be supplied.
%4 When WB-P502L welding power source is used

DAIHEN Corporation

4-1, Koyocho-nishi, Higashinada-ku, Kobe, Hyogo 658-0033, Japan
Phone: (Country Code 81) 78-275-2006

Daihen Robot Site
www.daihen-robot.com/en/

Fax:  (Country Code 81) 78-845-8159
This product and the technologies (including software) used in the product are subject to Catch-All Controls. When exporting any of them, verify the users, applications, etc. according to
Note . N o - - . .
the laws and and take approp procedures such as applications for export permission to the Minister of Economy, Trade and Industry if required.

@The information contained in this catalog is current as of April 2021 and is subject to revision without notice.
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