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SAVING WITH SORPAS®

A customer was awarded a contract welding DP600 steel and had only eight weeks
to weld assemblies effectively. The customer found it difficult to obtain stable
welding lobes, acceptable welding parameters and consistent measurable weld
nuggets. The use of SORPAS® software facilitated an estimated set-up and run-in
saving of US$100,000 through the optimization of weld schedules.

Sorpas® software reduced the man hours required to determine weld schedules,
optimized those schedules, and reduced wastage or rework of completed assemblies.
In addition, pre-production run-in labour was lessened. These labour savings were
augmented by optimizing parameters that effectively enlarged the welding lobe,
helping to ensure consistent weld buttons were pulled in testing. In addition, the
customer found that Sorpas® improved their understanding of welding advanced high
strength steels — leading to the adoption of two pulse welding with superior results.
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