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Development of HITACHI Plasma Arc Welder with

T00A Current Capacity

Plasma arc welding process is being used for a number of industrial applications.
The plasma arc process offers greater welding speeds and better weld quality. This
report introduces some operation data for plasma welding by means of a Hitachi
plasma arc welding torch with a current capacity of 100 amperes. A variety of

materials including stainless steel, mild steel,
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titanium and copper have been

sucessfully welded by plasma. Advantages of plasma welding in comparison with
those of the conventional inert gas tungsten method are also discussed.
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Fig. | Schmatic Diagram of Plasma Arc Operation
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Fig. 7 1-V Curve for Plasma Arc
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