WELDING CONTROLS
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MFDC3 INVERTER

MFDC3 - 3rd Generation
Mid-Frequency Direct Current
Inverter for

SPOT WELDING APPLICATIONS

CHARACTERISTICS:

* Modular Design:
Tailored for the Customer
Application with modular
Expandability.

* Powerful:
Energy available for the
weldability of many materials.
Fine Current Control by a state-of-
the-art software algorithm.
High Reliability.

e Compact:
Small dimensions, easy
integration into Welding Cabinet.

 Separate Supply of Control and
Power Circuits.

MFDC3 - 1600A

e Max Peak Current:
600A, 1200A or 1600A

* Cooling: Air or Water

* Programmable via serial or
ethernet with Hand Held Terminal
HHT 4400 or PC Windows
and Software WMS - Welding
Management System.

MFDC3 - 600A
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program.
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possibility to choose a series of
welds of acceptable quality thus
creating a training database for
each welding program, therefore
for each type of welded spot.
The system is able to process
this database by obtaining the
necessary information in order
to classify the next welds (i.e.

to recognize if they have similar
characteristics to those used for
training).
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