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Company profile

We introduce the complete set of vanguard technology and the
specialized development production from German, and develop
the electromechanical device, such as the precision mold the cold
Patching and welding machine (electric spark metal surface
strengthening repair machine), the ultrasonic wave mold buffing
machine and so on.

The precision mold the cold patching and welding machine, is all the
rage over Europe, has been taken as “ the expert of patching the mold
and the metal” .It repair professionally various metalloids equipment,
part, mold and so on. [t is widely used in mold manufacturing Industry,
astronautics aviation industry, automobile manufacture and repair
industry, shipbuilding industry, mechanical industry, casting in
dustry, electric power industry, chemical industry and in other domains.

This equipment is one kind of environmental protection equipment,
through protecting or repairing the machine parts, the mold and the
working clamp and so on, so as to save the big cost of purchasing
equipment and the maintenance for the enterprise, it plays a very major
role to improves the quality of products and the efficiency,and reduce
the cost. Not only is it essential useful tool for all the enterprises of
manufacture, repair and surface treatment; Simultaneously also is the
good helper who engaged personally in the special repair profession to
be rich fast.

The products are made strictly according to the company quality system,
and executes strictly internationalISO9001 and 2000 standard. The
company is in line with the management Idea of “sincerity
creating customer, quality building future” , provides comprehensive
technical support and the service of presale, selling, and post-sale for
the customer,welcome all the people to inquiring with your
wholehearted help and absolute sincerity cooperation, and creating
the bright future altogether.

Dear Sir or Madam:

How are you!

Firstly, thank you for your purchasing our company product, all staff in our
company treat each user by the sincere manner, we heartfeltly hope our
products bring the convenience for you to reduce the expense and the cost,
and enhance the market competitive powerof your products,when you use
them. We also honestly hope you can give us your precious comment and

the suggestion.
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As well as the unceasing development of the mold and the casting industryand the request of
improving the products, specially the more and more high precision mold, the casting product to be
operated and used, during its manufacture and using process, inevitably,it damages the mold, the
casting product, such as the attrition, the corrosion,scratches, the pinhole, crack as well as damage
and other metal defects. In a certain extent, the traditional repair equipment helps the customer
carry on the repair and save the cost.But also inevitably it appears some questions, for example,
after the repair, it is casy to lead to distort the mold, and the casting product, reduce degree of
hardness and the internal stress, the blister, the damage even discard.

Qur precision molds the cold patching welding machine, also is called as the cold welding machine
for repair the defect metal, which makes use of discharge electric principle of high frequency electric
spark, to weld the mold and the casting without heating, so as to guarantee the integrity of the mold
and the casting, also may carry on strengthened processing the mold and the casting so as to realize
its resistance to wear,thermal stability, corrosion resistance and so on.

Second, the principle of work

When the electrode (welding rod) is revolving in the working surface , and certain spot gap is very
small, it will cause the main engine discharge electric and form the circuit. The small region contacts
mutually which in them flickers the fashion electric current, the current density can achieve 105~
106/cm’, but discharge time is only 10 “~10 "second, because the electric discharge energy in the
time and the space is extraor-dinary concentrated, has produced approximately the high temperature
8000~10000°C in the electric discharge small region,which causes high energy ionization of the
partial material in this region, under the plasma metallurgy condition, the electrode (weldingrod)
is shifted to the work piece surface by high speed, and proliferated to the work piece surface layer,
and then forms the deposit formation of the metallurgy reliable union The electric discharge cycle
of the main engine power source is 10 =10 ' second,the high speed revolving scanning of the
high-frequency electric discharge and the electrode (welding rod) in the work piece surface, which
may realize the big area high efficiency deposition coating.

CrutputiA)
B ‘ 4 ‘ Trequency
- . [Mz)
L It =
impulseielectric
wre concept chart

This is because discharge time (Pt) is shorter than electric discharge interval time (It), the
quantity of heat in the electric discharge gap period proliferates rapidly to other parts of the
work piece, therefore the quantity of heat cannot be concentrated in the work piece processing
part, and then realize true significance cold welding.

Pt (discharge time): 10 *-10 " second It (discharge interval time): 10 10 ' second
It output (A): Discharging current It frequency (Hz):

Why can the electric discharge realize "cold welding" (hot inputs so lowly)?

disyse, sarioent shrt /_,M The electrode (welding rod) instantaneously is
shifted and ionizated by the electric arc to above the

Pt work piece which contacts, simultaneously leaves

@ / with the high temperature (§000-10000°C) of the plasma

mm clectric arc forms like the plate under the work picce

Prasrs sseeirie st
idsnilti i

surface layer with the complications firm diffusion
layer, therefore such as high intensity cannot be
dropped off.

Lrmtiog depesitan
g g

Third, Methods of use

1.Adjustmen of the working voltage

The output voltage of the cold welding machine decides its output of electric current, through
adjusting continuously the knob of the voltage between 40-100V, voltage will increase by the
clockwise adjustment, otherwise the voltage will reduce; When work is normal, the working
voltage should be higher than 40V, is lower than 110V.The higher the output voltage is,the bigger
the output power is, the quicker the welding speed, the rougher the welding surface is.

2.Adjustment of the operating frequency

When the cold welding mechanie works in the narrow pulse condition with big electric current,
the controlling scope of the frequency is during 40 and2100Hz, it will increase by the clockwise
adjustment, otherwise it will reduce; When working, the higher the pulse frequency is,the quicker
the electro-deposition speed is,the rougher the welding surface is; The lower the pulse frequency
is, the slower the electro-deposition is, the more smooth the welding surface is, in the ordinary
circumstances, the operating frequency is from 200 to 500Hz.

3.Adjustment of elecirode rotate speed

The scope of adjustment is from 10 to 1000r/min, the rotational speed of the welding torch increases
by the clockwise adjustment, otherwise it reduces; The higher the rotational speed is, the quicker
the deposition rate is, the looser and the more rough the superficial deposit formation is.

4.Protect the gas

Gas protection may enhance effectively the electro-deposition speed and the deposit density, and
reduces the flaw formation of the deposit, generally speaking,selects the argon as the protection
gas.When working, adjust the flux of the argon through the regulator, its flux is usually from 5 to
15L/min.



Fourth, The reference parameter of operation

1.The voltmeter generally 1s between 50 and 90V.

2.The frequency meter generally is between 200 and 500Hz (for example, if it carries on
strengthened processing, adjustable to 600-900).

3.The rotation speed of the welding torch should (basis on your skill) be between 0.20 and 1.80.

4.The diameter of the welding rod is between 0.5 and 3.2mm.

*Three kinds of techniques of repairing LH cold welding machine

(2) Zwelding (3) To-and-fro welding

(1) Arccircle welding

**The operation standard:

1.Turns on the switch of the welding torch, in the ordinary circumstances, the welding torch has 45
degrees angles,and carry on the welding with the above patching technique.

2.The posture of takeing the gun: Be same as grasping the pen, two hands pinch the gun mouth of
the welding torch tightly, press the center of gravity of the welding torch as far as possible.

3.To repair the damage of the edges and corners. In the ordinary circumstances, the welding torch
should carry on built-up welding with the work piece at small angle, the surface will be carried on
one by one.And then carries on polishing, so itis.

4.To repair the collapse angle, the best way is to use the surface of welding materials (don't use both
sides of the welding materials),repairing by the low angle, and get to certain altitude, and the surface
be carried on one by one, and then carry on polishing, so itis.

5.1f the plane appears the blisters, blowholes and other flaws, the welding torch angle becomes 90
degrees, use the spot welding gently, if the flaw is a little big, you can pause for several seconds in
the surface.

6.When repair the precise product, you can adopt the great voltage as render, and then repair the
surface with the small voltage (30-50V), after polishing ,it looks like a mirror.

7.the methods of holding welding torch

8.The bigger the voltage is, the quicker the speed is, patching accuracy is relatively bad. The smaller
the voltage is, the slower the speed is, the higher the patching accuracy is.

4

Project ' Model

E-9188F100

E-9188F150

E-9188F200

E-9188F200A

AC220V AC220V AC220V AC220V
Input(V) single-phase|single-phase|single-phase|single-phase
50/60Hz 50/60Hz 50/60Hz 50/60Hz
Max. power (KVA) 1.0 1.5 2.0 2.8
s 20-110 20-110 20-110 20-110
Max. capacity (UF) 160 320 480 560
Frequencies invariable
e i 40-2100 40-2100 40-2100 40-2100
discharge /seconds)
Electrode size (mm) 0.5-3.2 0.5-3.2 0.5-3.2 0.5-3.2
OVt i™S| 470%320%270 | 500%270*370 | 530%300%400 | 530*300%400
Weight(kg) 25 31 40 43
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. Main engine

. Revolving welding torch

. 220V electrical source line

. Ground line nip

. Voltage demonstration table

. Frequency demonstration table

. Voltage regulation knob

. Welding torch velocity modulation knob

@® OO O

9. Frequency modulation knobs

10. Welding torch connections

11. Air vent connections

12. Grounding connection

13, Air feeder

14, Argon air bottle(provide by yourself)
15. Argon gas meter(provide by yourself)

Seventh, Supplementary equipment

Snobh s e o

. Toolbox

. Welding torch

. Trachea

. Spanner

. The argon gas meter attaches
. Welding wire

7. Protection glove

8. Protection eyeglasses
9. Power line

10. Ground line nip

11. Use manual



Eighth, Notices
Do not adjust the welding torch rotational speed to the highest

or the lowest section, like this,it can prolong effectively the life
of the welding torch; When useing the cold welding machine,you
should wear the protection eyeglasses and the protection gloves;
In the work process, because the electrode brings the high
temperature, please don't touch the electrode; When the equipment
is working, the voltage and the frequency meter give birth to certain
undulation, which it is a normal phenomenon.

Ninth, The whole set of equipment
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Product certificate

Product name

Model

Exwork serial number

Inspector
Only permit the qualified products leave factory,
Remark after examining
Maintenance card
Customer name Telephone
Detailed address
Exwork
Model serial number
The date of Receipt
purchasing machine serial number
The place of
buying machine
Dealer
The date
of breakdown
Breakdown

Service record

Regulation of maintenance:

1. The company is responsible for the main engine maintain in a year, in the warranty time we will
change the normal damage part for the free.

2.In the warranty period because you can not use right,or disassemble voluntarily,which causes the
damage, if need repair, we will account the repair expense and the components expense suitably.

3.In the warranty period, if the product has any quality question, you can repair the product in the
company or the near subsidiary company service depend on the maintenance card or the receipt of
buying machine.

4. Please take care of the maintenance card properly, when repair,please show this card and the receipt
of buying machine, if lose them,the company will not be responsible for the free service.
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