
TROUBLE SHOOTING OF STUD WELDING 
(EQUPMENT) 
 
 
We see several time, that the two main principles of Studwelding are 
mixed up therefor I will start to repeat short the welding methods. 
 
 

Capacitor Discharge called CD welding 
 

Typical run on one Phase, 110 Voltage or 220 Voltage. 
Here the unit charge a capacitor battery up – from 1 sec 
to 5 sec. depended of the unit and the voltage over the 
Capacitors. The voltage can be from 35 Voltage to 200 
voltage. Depended of the welding diameter. 
 
This method is typical use on thing steel plates. The surface of the steel shall be clean. 
The total welding time is about 0,003 second and cannot be changed. The pin will only 
burn few 10th of an mm into the steel. It will be difficult for this method to burn through a 
thick “black surface of the steel. That is why the surface need to be lean.  

 
The welding point of the stud shall also be made according to ISO 13918. The pin/stud shall have a small pip 
– See photo. 

 
 
  



Drawn Arc called DA welding 
  
Typical this unit run on 3 phases 380 Voltage to 440 Voltage, consuming minimum 32 Amp up to 
192 Amp by 380 V 
The welding time can be adjusted. For bigger unit weldingcurrent can also be adjusted. The heat 
input will be higher than the CD method.  
Important is the lift of the pin by drawn an arc during the welding. The pin must lift up when starting 
the welding like welding by electrodes. Lift will typical for studs and pins be 2 mm for diameters up 

to 10 mm.  
IF THE PIN NOT LIFT – THERE WILL NOT BE AND ARC ANDTHERE WILL NOT BE ANY WELDING. 
 
The heat input is much higher than CD welding, which make this method good for welding a black steel. 
It can weld through most surfaces. 
 
 
Normal there will be some flux in the welding point of the welding studs,  
Pins / stud up to Ø3 – Ø8 mm sometime do not have any flux. 
You can find more information:  
ISO 13918 – Description of welding stud 
ISO 14555 – Test of the welding 
 
 

 
 



Check of DT410 

CHECK DT410 
Follow the step. The welding gun shall be ready to work – See adjustment of 
welding guns next page. 

1) Check the power connection – 3 Phases, 32 Amp and ground
connection. We don’t use zero

2) Turn on the machine without welding gun. Main switch to position 1.
The green LED (No.1) light.
If the switch drop of – Go to

3) Connect the welding gun and ground cable to a clean steel plate
4) Hold the welding gun in the free air. LED No. 6 shall- be turned on –

Yellow.
5) Press the microswitch on / off (Still the welding gun is in the free air. –

The green LED No.5  turn on/off
6) Put the welding gun to welding position. The yellow LED No 4, turn

on.

If Point 1 to 6 is OK, DT410 seems to be OK 

RED LED No. 3 is a stop sign. You are not allowed to weld. 
Yellow LED No. 2 is on. The equipment is too hot, and will turn off. 

Check the welding gun and adjustment, See next page.  
Protrusion shall be from 4 to max 6 mm. The pin or welding stud may not touch the ceramic. Movement up 
and down shall go smoothly in the welding position 

. 
Comment to point: 

1) If the main switch turn of or don’t stay in position 1. The failure can be:
a) One of the 3 main Phase is broken.
b) Missing 24 V DC inside DT410, which hold the switch
c) One of the 4 fuses inside is broken
d) Mainswitch defective.
e) Main switch still not hold in position one – Try to keep the switch in position one and see which

LED is working.  Check point 1 to 6 again.

 If still a problem to keep the main switch on – Missing 24 Volt DC at the main switch it can be: 
The trouble can be all over - It can be: 

1) The main PCB ; part 80-60-1013
2) Front PCB; part: 80-60-1025
3) Protection PCB; part 80-60-1067
4) “Motherboard”: part number 80-60-1026
5) Power trafo: part number 80-35-1048
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Adjustment of welding gun PHM 5 & 12 

Adjustment of foot base plate so the regular distance between 

ceramic ferrule and stud (insulation pin) is in centre. Otherwise 

the stud is hindered when dipping into the melting steel. 

- Slightly loosen screws connecting foot base plate and pillars

- Shift foot base plate until there is a regular distance between

ceramic ferrule and stud (pin).

- Tighten screws and stud (pin)

- Also check the stud protrusion. If necessary adjust again.

Adjust your leg assembly so your stud protrusion (or insulations 

pin) will stand about 5 mm out your ceramic ferrule  X=  4-5 

mm.  

Try to lift by hand to max, and check that the stud ( or insulation 

pin) will be lower than the edge of the ceramic ferrules  X1 = 1 - 

2 mm 

Now try in 

welding position 

to lift again by 

hand, here you 

should lift the 

insulations pin 1 

to 2 mm. See pic. 

Below. 







Control cable

Welding cable

Trigger
switch

Attechment screws
for fastening pillars

Chuck

Pillar

Protection pipe
(for Ceramic ferrule/
Ceramic ferrule holder)

Sole plate

Welding gun













After-sales-service    The DABOTEK-after-sales-service is there for you.
Office hours:
Mo - Fr 8.000 - 16.00

You can get in touch with the after-sales-service
and
the order reception by telefon or fax:

Tel: +45 7930 7500
Fax:+45 7930 7505

Hotline: In emergency you can inform us round the
clock -> page 2 of these operating instructions.



 
EC DECLARATION OF CONFORMITY

This certificate is only applicable to the original product condition of the 
equipment manufactured and marketed by us. Any change, alteration or
modification effected on the equipment without our prior written approval will 
render this certificate null and void.

Type DT410

Serial number:

Welding gun type:

The following European standard specifications have been duly complied with:

* EC-machinery directive 91/44/EEC
* EC-low voltage directive 71/23/EEC, last revision per 93/68/EWG
* EC directive electromagnetic compatibility 89/336/EEC, version 

92/31/EEC, last revision per 93//68/EEC

Applied national specifications or directives:
* UVV26, welding, cutting and related processes
* UVB 55

Bo Harlev
Dabotek
Birkedam 10C
DK 6000 Kolding

Date: 23 Okt. 2004

Best Regards

Bo Harlev
Managing Director
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F A X  + 4 5  7 5  5 0 4  7 9 5
s a l e s @ d a b o t e k . d k
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D A B O T E K  T r a d i n g  A p S
B i r k e d a m  1 0  C
D K - 6 0 0 0  K o l d i n g ;  

  
K o m p a k t  b o l t e s v e j s e a n l æ g  t i l  b o l t e s v e j s n i n g  m e d  l ø f t e t æ n d i n g  e f t e r  D V S  0 9 0 2
A N V E N D E L S E S O M R Å D E
H a n d i g t ,  p r o d u k t i o n s s t æ r k  b o l t e s v e j s e a n l æ g  t i l  u n i v e r s e l t  a n v e n d e l s e s o m r å d e .R o b u s t  o g  k o m p a k t  ,  i d e e l t  t i l  m o n t a g e  o p g a v e r ,  d a  v æ g t e n  k u n  e r  2 5  k g .
B o l t e s v e j s e e l e m e n t e r  e f t e r  D I N  3 2 5 0 0  o g  D I N  3 2 5 0 1  o g  m e t a l l i s k e  s p e c i e l l e  f o r m d e l ei  l e g e r e t  o g  i k k e  l e g e r e t  s t å l .  S p e c i e l  k o n c e p t  t i l  i s o l e r i n g -  o g  v a r m e f a s t e  o p g a v e r .

S V E J S E P I S T O L E N
S t o r e  u d r u s t n i n g s  m u l i g h e d e r  t i l  s v e j s e p i s t o l e n .  A f h æ n g i g  a f  o p g a v e n  a n v e n d e s  d æ m p e t  e l l e r  u d æ m p e t  p i s t o l  m o n t e r e t  m e d  s ø j l e r ,  f o d p l a d e  o g  k e r a m i k h o l d e r ,  e l l e r
s ø j l e r ,  f o d p l a d e  m e d  u d r u s t n i n g  t i l  k o r t t i d s s v e j s n i n g ,  e l l e r  m e d  f a s t  i k k e  j u s t e r b a r t  r ø r .
A T  B E M Æ R K E :
E n k e l ,  b e t j e n i n g s s i k k e r  o g  s e r v i c e v e n l i g  -  o p t i m a l  s i k k e r h e d  u n d e r  s v e j s n i n g e ng e n n e m  " s t r a k s  s k i f t "  t i l  s t r ø m l ø s t  k r e d s l ø b  p å  m a s k i n e n  v e d  b e t j e n i n g s f e j l ,  
-  v i s t  m e d  L E D  ,   -  t e r m i s k  s t y r e t  b l æ s e r .
T E K N I S K E  D A T A :
S v e j s e a n v e n d e l s e :  l ø f t e t æ n d i n g
S t r ø m k i l d e           :  t r a n s f o r m e r  m e d  e n s r e t t e rS v e j s e s t r ø m        :  4 0 0  A
S v e j s e t i d                :  2 0 - 2 0 0  m S .  t r i n l ø s
s v e j s e o m r å d e         :  d i a m e t e r  8  m m ,  M 3  -  M R  1 0M a t e r i a l e :  S t å l ,  r u s t f r i t s t å l .  v a r m e b e s t a n d i g t  s t å l
S v e j s e h a s t i g h e d :  a f h æ n g i g  a f  a n v e n d e l s e  o p  t i l  2 0       b o l t e / m i n
N e t t i l s l u t n i n g :  3 8 0  V ,  5 0 / 6 0  H z ,  2 5  AM å l  :  1 9 5  x  2 6 5  x  3 9 0  ( B  x  H  x  L )
V æ g t   :  2 5  K g .

  
K o m p a k t  b o l t e s v e j s e a n l æ g  t i l  b o l t e s v e j s n i n g  m e d  l ø f t e t æ n d i n g  e f t e r  D V S  0 9 0 2

D T  4 1 0
C o m p a c t  e q u i p m e n t  f o r  d r a w n  a r c  s t u d w e l d i n g  i n  a c c o r d a n c e
w i t h  D V S  0 9 0 2
F I E L D  O F  A P P L I C A T I O N
H a n d y ,  h e a v y - d u t y  s t u d w e l d i n g  e q u i p m e n t  f o r  u n i v e r s a l  u s e .  S t u r d y  a n d  c o m p a c t ;  i d e a l  f o r  a s s e m b l y
 w o r k ,  s i n c e  i t  o n l y  w e i g h s  2 5  k g .  S t u d w e l d i n g  e l e m e n t s  i n  a c c o r d a n c e  w i t h  D I N  3 2 5 0 0  a n d  D I N  3 2 5 0 1 ;
s p e c i a l l y  d e s i g n e d  m e t a l  c o m p o n e n t s  m a d e  o f  a l l o y  a n d  n o n - a l l o y  s t e e l .  S p e c i a l  c o n c e p t  f o r  i n s u l a t i o n
 a n d  h e a t  r e s i s t a n t  w o r k .
T H E  W E L D I N G  P I S T O L
A m p l e  p o s s i b i l i t i e s  f o r  f i t t i n g  o u t  t h e  w e l d i n g  p i s t o l .  D e p e n d i n g  o n  t h e  a s s i g n m e n t ,  a  d a m p e n e d  o r  
u n d a m p e n e d  p i s t o l  i s  u s e d  t h a t  f e a t u r e s  c o l u m n s ,  b a s e p l a t e  a n d  c e r a m i c  h o l d e r ,  o r  c o l u m n s ,  b a s e p l a t e
e q u i p p e d  f o r  s h o r t - t i m e  w e l d i n g ,  o r  a  f i x e d ,  n o n - a d j u s t a b l e  t u b e .
P L E A S E  N O T E :
S i m p l e ,  r e l i a b l e  a n d  s e r v i c e - f r i e n d l y  -  o p t i m u m  s a f e t y  d u r i n g  w e l d i n g  b y  m e a n s  o f  " i n s t a n t  s h i f t "  t o  
c u r r e n t - f r e e  c i r c u i t  o n  t h e  m a c h i n e  i n  t h e  c a s e  o f  o p e r a t i n g  f a u l t s  -  u s i n g  L E D  d i s p l a y ;  t h e r m a l l y  
c o n t r o l l e d  f a n .
T E C H N I C A L  D A T A :
F i e l d  o f  a p p l i c a t i o n  : . d r a w n  a r c .
C u r r e n t  s o u r c e  : . t r a n s f o r m e r  w i t h  r e c t i f i e r .
W e l d i n g  c u r r e n t  : . 4 0 0  A .
W e l d i n g  t i m e   : . 2 0 - 2 0 0  m S ,  i n f i n i t e l y  v a r i a b l e
. W e l d i n g  r a n g e  : . d i a m e t e r  3 -  8  m m . .
M a t e r i a l   : . s t e e l ,  s t a i n l e s s  s t e e l ,  h e a t - r e s i s t a n t  s t e e l .
W e l d i n g  s p e e d  : . d e p e n d s  o n  u s e ;  u p  t o  2 0  s t u d s / m i n . .
P o w e r  c o n n e c t i o n  : . 3 8 0  V ,  5 0 / 6 0  H z ,  2 5  A .
D i m e n s i o n s   : . 1 9 5  x  2 6 5  x  3 9 0  ( W  x  H  x  L ) .
W e i g h t    : . 2 5  k g

D T 4 1 0
B o l z e n s c h w e i ß k o m p a k t a n l a g e  f ü r  d a s  B o l z e n s c h w e i ß s s e n
m i t  h u b z ü n d u n g  B H  1 0 0 / B H  1 0  n a c h  D V S 0 9 0 2
E i n s a t z b e r e i c h
H a n d l i c h e s ,  l e i s t u n g s s t a r k e s  B o l z e n s c h w e i ß g e r ä t  f ü r  d e n  u n i v e r s e l l e n  E i n s a t z  k o m p a k t  u n d  r o b u s t ,  
i d e a l  f ü r  d e n  M o n t a g e b e t r i e b .  S c h w e i ß e l e m e n t e  n a c h  D I N  3 2 5 0 0  u n d  D I N  3 2 5 0 1  u n d  m e t a l l i s c h e  
S o n d e r f o r m t e i l e  a u s  l e g i e r t e m  u n d  u n l e g i e r t e m  S t a h l .  
S c h w e i ß p i s t o l e n
A n w e n d u n g s s p e z i f i s c h e  S c h w e i ß p i s t o l e n .  J e  n a c h  E i n s a t z f a l l  k o m m e n  g e d ä m p f t e  o d e r  u n g e d ä m p f t e
P i s t o l e n  m i t  d e m  j e w e i l s  e i n s e t z b a r e n  K e r a m i k r i n g s t a t i v ,  S c h u t z g a s s t a t i v  o d e r  S t a t i v  f ü r  K u r z z e i t  -
s c h w e i ß e n  z u m  E i n s a t z  s o w i e  P i s t o l e n  m i t  o d e r  o h n e  a u t o m a t i s c h e n  L ä n g e n a u s g l e i c h .
M e r k m a l e
Z u v e r l ä s s i g ,  b e d i e n s i c h e r  u n d  s e r v i c e f r e u n d l i c h  -  o p t i m a l  S i c h e r h e i t  b e i m  S c h w e i ß e n  d u r c h  s o f o r t i g e
S t r o m l o s s c h a l t u n g  d e s  G e r ä t e s  b e i  F e h l f u n k t i o n  -  Ü b e r w a c h u n g  u n d  A n z e i g e  a l l e r  w i c h t i g e n  F u n k t i o n e n
d u r c h  L E D - A n z e i g e n  -  d i g i t a l e  A n z e i g e  d e r  v o r g e w ä h l t e n  S c h w e i ß z e i t  -  t h e r m i s c h  g e s t e u e r t e r  L ü f t e r .
T e c h n i s c h e  D a t e n
S c h w e i ß v e r f a h r e n  :  H u b z ü n d u n g
S t r o m q u e l l e     :  T r a f o / G l e i c h r i c h t e r
S c h w e i ß s t r o m     :  4 0 0  A
S c h w e i ß z e i t     :  5 - 4 5 0  m s ,  s t u f e n l o s
S c h w e i ß b e r n i c h     :  D r m .  2 - 8  m m ,  M  3 - M R  l 0
M a t e r i a l     :  S t a h l ,  r o s t f r e i e r  S t a h l ,  h i t z e b e s t ä n d i g e r  S t a h l
S c h w e i ß f o l g e     :  J e  n a c h  E i n s a t z  b i s  z u  2 5  B o l z e n /  M i n .
N e t z a n s c h l u ß     :  3 8 0  V ,  5 0 / 6 0  H z ,  2 5  A
A b m e s s u n g   :  1 9 5  x  2 8 5  x  3 9 0  ( B  x  H  x  L )
G e w i c h t   :  2 5  K g
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