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WELDQAS

seam faults caused by differences in
the welding parameter

HKS

PROZESSTECHNIK

AN ESAB® BRAND
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HKS

PROZESSTECHNIK

{}l F2 Measuring H:”’ F3 Programs H& F4 Results HFh Part Manager
Date Time ‘Parameteﬂ IRecor(IJob lProgran'Mark Channel 1 IChanneI 2 IChanneI 6 |Channel 7 IChannel 8 IChanneI 5 I
» 94148 Aak,,197s 18 2 101009 Azenia Ny B00%  Ay0.0% =00% JA00%
| [19/372020 a:41:31 AL 945 17 2 101008 A 123044V 205V $¢=00% My286% A= AM00%
| [19/372020 :41:04 AL 1975 16 2 101007 Acnia N2y =00%  AN0.0% =00% JA00%
19/3/2020 94036 AL 1975 15 2 101006 31 A2201 a8\ 227V B00% AN00% =00% JA00%
|19/3/2020 9:40:09AL,.1975 14 2 101008 A0 a N2y 00% AY0.0% =00% JA00%
| |19/3/2020 9:39:42 AL.1975 13 2 101004 A0 a8\ 227y =00% '\gqn 0% =00% JMA00%
| |19/3/2020 93914481975 12 2 101003 CA01A N2y =00%  Ay00% =00% JA00%
| |193r2020 93857 AL 1008 11 2 101002 A 22344 N 250V AT 15% Ay 00% =121 %A M2
| [19/3/2020 93820 AL 1975 10 2 1010m Aczeta Ne2ry =00%  My00% =00% JA00%
| [19/3/2020 93750 AL, 1015 9 1101009 A22zaa \fasov B15% AN00% =1E%A N 42%
| [19/3/2020 937:23AL ;1975 '8 1101008 A01a N2y =00%  AN00% =00% JA00%
19/3/2020 9:3656 AL, 197s 7 1101007 A0 a N2y B00%  AN00% =00% A00%
| [19/3/2020 93628 AL, 1976 6 1 101006 A1 adN 227y =00% Ay00% =00% JA00%
| [19/3/2020 9:36:01 AL 1975 5 1 101005 Aczeoia N2y 00%  My0.0% =00% JA00%
| |19/3/2020 9:35:34 At 1955 4 1101004 AcnaarN 227y =00% '\gqua% Armm07%AN02%
| [19/3/2020 9:35:06 AL, 1975 3 1101003 Aoa N2y B00% My0.0% =00% JA00%
| [19/3/2020 93439 AL 1975 2 1101002 -Azzm AN 227y B00%  My0.0% ==86% AM00%
| |19/372020 93412 AL,.,197s 1 1101001 A1 a Ny B00%  MN0.0% =00% JA00%
| [28/2/2020 12:45:47 (1975 3 1 101002 [EERA 2201 A N 227V =00%  Ay0.0% =56% AM00%
| |28r2/2020 124520 181975 2 1101001 LA A N2y B00%  MN00% =00% JMA00%
| |28s2/2020 12:32:05 1t 1955 7 1 101004 [SEERA 22084 V227V B00%  MW08% =107%A 8 02%
| |28r2/2020 123138 (K197 B 1 101003 Aczenia N2y 00%  Ay0.0% =00% JA00%
| |282/2020 123110181975 8 1101002 -Azzm AN 227y B00%  Ay0.0% =86% AM00%
| |28s2/2020 12:30:43 K197 4 1 101001 Aoia Ny B00% AN0.0% =00% JA00%
| |28r2/2020 122800181975 1 1101001 CAccenia Ny B00%  Ay00% E=00% WJA00%
| [23n0z201¢308:07 PL 1975 7 1101007 42 0 A2201a Neery 00%  AN0.0% =00% ¢ JA00%
| [23n072mez0740Pt 197 B 1 101006 Acenra Vv =00%  AN00% =00% JA00%
| |23n0z2me30712 Pt 1975 8 1 101008 BE L A2e01A N2y =00%  AN00% =00% JA00%
| [23n0z201¢306:45 P 1955 4 1101004 Acega Ny B00%  MN08% =107%A802%
| [23n07201¢30618 L1975 3 1 101003 Aczora Ny =00% AN00% =00% JA00%
| [esnoemeaossipt 197 2 1 101002 (A 22004 V227v B00%  M00% =86% AM00%
23/10/20163:05:23 P, 1975 |1 1101001 48 Azzo1a Ny =00%  AN00% =00% A00%
eznozznisiianooit,197s 55 7 101006 31 AzeniA Nezrv B00%  MN00% ==00% A00%
|eznozzmciizaaeit, 1975 54 7 101005 HEMMA 22014 \2z7v =00% '\g-qnn% =00% JMA00%
|eznozzmiciizansit,197s 53 7 101004 31 AzeniA \227v =00%  My00% T=00% WA00%
Jeznozzmcieaasit, 1975 52 7 101003 MEMA 2201 A N 227V =00%  AN00% T=00% JA00%
eenopemcnizsantt,101s 51 7 101002 [EEMA 22344 N 250V A 15%  My00% =121 %A N 42%
| |e2nojementzzsait197s 50 7 10t0m Acnra N2y =00%  MN0.0% =00% JA00%
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Dynamic Process analysis // &/EE25 72 5 47 ESAB
Detecting |rregular|t|es by current and voltage
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WELDQAS
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WELDQAS FOR SAW
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Fault detection by evaluating the
electric Arc Dynamics
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Connection cable-1
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